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Aero Design Ltd. 


Work Order Control Sheet 
Work Order#: 2014-84 Date Opened: 24 Cet 2014 
Title: Assemblv 


Aircraft Model: 429 (Post-081) 
Product Type: Cargo Basket 
Product Model: Standard 
Quantity: _1. 


Work Order Contents 


Build Sheet Contents 


Drawing List 


Initial or N/A 
Component Compietion 
As Instructed 
Work Order/Build Sheets (Procédures Provided) 
JR 
Quantity Complété on This Work Order 
1 


Additional Work Sheets (Standard Practice) 
N/A 
Quantity Incomplète on This Work Order 
N/A 
Drawings (See List Below) 
JR 
Further Processing Required Before Release 
N/A 


Parts Distribution Sheet 
JR 
Release to Stock as Components 
N/A 
Sub Component Tags 
N/A 


Completed Certification (Original) 
JR 
Certification 
Initial or N/A 
Time Sheet (R&D) 
N/A 
Form One Completed 
N/A 


Notes 
N/A 
Serviceable (Green) Tag Completed 
N/A 


In Process (Yellow) Tag Completed 
N/A 


Initial or N/A 
Unserviceable (Red) Tag Completed 
N/A 


Tasks Initialled 
JR 
Parts Placed in Stores for Distribution 
N/A 
Dual Inspections Initialled 
JR 


Additional Documentation 
Initial or N/A 
Drawing # 
Rev# 
Description 
Initial or N/A 
Documentation of a minor change 
N/A 


95912 
1 
Lid 
JR 
Non-Conformance Report Required 
N/A 
95932 
0 
Fwd Beam 
JR 
Service Difficulty Report Required 
N/A 
95933 
0 
Aft Beam 
JR 


95950 
0 
Basket Assembly x2 
JR 
Billing 
Initial or N/A 


95951 
0 
Basket Fabrication 
JR 
Local (Aero Design) 
JR 
95964 
0 
Fwd Hoop 
JR 
Research and Development 
N/A 


95965 
0 
Fwd Sheet 
JR 
Third Party 
N/A 


Traveller 


Print: Jason Rekve 


Print: JeffClarke 
Work performed by; 
ICC / Dual Inspection preformed by: 
Work Order closed by: 
Print: Jason Rekve 
Approved Manufacturing Facllity 73-04 


Initial or N/A 


Sign: 


Sign: 


Sign:| 
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A. M MEAS «HERE THE SUT 1$ PUSHEO CLOSED. THE OOES MAY BC CAREFULLY TRIUUEO TO ALLOW THE EOŒS TO UEET. 
B. tN AREAS RHERE THE SUTlS PLUXD OPEN ANO HOftE HATERIAL IS REOUtRED. A FU» ItADC OF THE SAME UATERIAL 
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NOTES 


1. REMOVE AU. BURRS AND BREAK SHARP EDGES. 


2. DRtLL #30 (0.129) VENT HOLC IN BOTTOM OF HOOP FOR VENT1NG OF VELO GASES. 


3. WELOING OF LUGS TO BC COMPLETED 6Y GTAW METHOD TO AMS268SC. 
WELOING ROD SHALL CONFORM TO ER70S-2 OR EQUIVALENT. 
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95964-01-01 
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03 
02 


01 


01 


ITEM 


LUG 
LUG 
LH FWD ATTACHMENT HOOP 
RH FWD ATTACHMENT HOOP 


DESCRIPTION 


1018 MILD STEEL 
1018 MILD STEEL 
4130 STEEL COND. N 
4130 STEEL COND. N 


MATERIAL 


AISI 1010/1020 
AISI 1010/1020 
MIL-T-6736 
MlL-T-6736 


MATERIAL SPEC 


5/8 ROO 
5/8 ROD 
1/2 X 0.035 SQR. TUBE 
1/2 X 0.035 SQR. TUBE 


STOCK SI2E 


UST OF MATERIALS 


APPROVALS 


JEFF CLARKE 


JASON REKVE 


DATE 


20 FE0 2014 


UNLESS OTHERWSE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
laERANŒS ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 
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NOTES 


1. REMOVE AU. BURRS AND BREAK SHARP EXMXS. 
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MOUNTING BEAM FABRICATION - 
95932/95933 


* 
General 


These instructions apply to mounting beanns 95932-01-XX (forward) and 95933-01-00 (aft) for Bell 429 (s/n 
57081 & 
sub.) cargo baskets. Refer to the following drawings, at the current revision, for dimensions and 


détails: 


95932, Revision 0- Forward Beam 
95933, Revision 0-Aft Beam 


Work Order: 
Batch Quantity: ^ 
Complété 
( 
(initial or SCA#) 
Date Open: 
Qc-i 


1. Beam Fabrication - 
1x2 tubes - 
95932-01-XX / 95933-01-00 


a. Cut 1X 2 X 0.12 material as indicated on drawings. 


i. 95932-01-XX: 95932-02 (long tube), 95932-03-XX (down tube). 


ii. 95933-01-00: 95933-02 (long tube), 95933-13 (down tube). 


iii. One piece 4.44" long for 95932-04-XX (hook) and 95933-09 (tab). ^ 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. 


d. Remove writing on tubes with acetone. 


e. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 


2. CNC Machining - 
95932-01-XX / 95933-01-01-00 


a. Run CNC programs to machine keyways, slots and holes in component parts. 


b. De-burr keyways, slots and holes. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


3. Beam Fabrication - 
Components - 
95932-01-XX / 95933-01-00 
cd 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Cut pad 95932-05. 


b. Cut stop bracket 95932-06. 
c. Shear and bend cap 95932-07 and 95933-07. 
^ 


d. Punch cap 95933-05. Flatten dimple with hammer. 


e. Cut and turn to length 95932-08 bushings, 95933-04 guide tube, 95933-10 stop, 95933-12 


barrel nut, 95933-13 bushing : 


i. Cut stock to length + 0.03-0.06". 


ii. Face one end flat @ 
1000 RPM. 


iii. De-burr outside with a file and inside with de-burring tool at 300 RPM. 


iv. Setup stop and face other end to length @ 
1000 RPM. 


V. De-burr outside with a file and inside with a de-burring tool at 300 RPM. 


f. Thread and spotface 95933-12 barrel nut. 


g. Cut 95933-06 block. 


h. Cut 95932-04-XX hook and 95933-09 tab from stock after machining. 
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MOUNTING BEAM FABRICATION - 
95932/95933 
Complété 


(Initial or SCA #) 


I. 
Cut stock for 95933-11 lever. 


j. Record component POs / WOs on attached materlal llst. 


4. Beam Welding - 
95932-03-XX Down Tube 
A D~ûi> 


a. TIG weld 95932-04-XX hook and two 95932-05 pads onto 95932-03-XX down tube using ER308L 


rod. 


b. Record component and welding rod POs / WOs on attached materlal llst. 


c. Tag In-progress parts and place on In-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 


5. Beam Welding-95933-04 Guide Tube 


a. TIG weld 95933-05 cap to end of 95933-04 guide tube usIng ER308L rod. 


b. Tag In-progress parts and place on In-progress shelf in machine shop for turning. 


6. CNC Machining - 
95932-03-XX Down Tube 


a. Run CNC programs to machine keyways, slots and holes In component parts. 


b. De-burr keyways, slots and holes. 


c. Tag in-progress parts and place on In-progress shelf in welding shop for welding. 


7. Turning-95933-04 Guide Tube 


a. Turn outside diameter at weld flush with tube at 1000 RPM. 


b. Drill through cap using 5/16" (#4) center drill at 300 RPM. 


c. Deburr both sides of hole. 


d. Tag in-progress parts and place on In-progress shelf in welding shop for welding. 


8. Beam Welding-95932-01-XX Forward Beam 
A ^ 


a. TIG weld 95932-08 bushing into 95932-02 tubes using ER308L rod, one place per tube, both 


sides. Ensure bushing is flush with sides of beam. 


b. 45 degree corner: TIG weld 95932-02 tube (from a) to 95932-03-XX down tube (from a) using 
ER308L rod. Use corner vises to hold tubes square. 


c. TIG weld components using ER308L rod: 


I. 95932-06 stop brackets (2). Grind corner weld so lower bracket sits flat. 


II. 95932-07 cap. 


d. Record component and welding rod POs / WOs on attached materlal llst. 


e. Tag In-progress parts for straightening. 


9. Beam Welding - 95933-01-00 Aft Beam 
/Aù~0^ 


a. TIG weld 95932-08 bushing into 95933-02 tubes using ER308L rod, one place per tube, both 


sides. Ensure bushing is flush with sides of beam. 


b. TIG weld 95933-04 guide tubes into 95933-03 down tubes using ER308L rod. Use jig to align 
guide tube to keyway. Refer to drawing for orientation and position. 


c. 45 degree corners: TIG weld 95933-02 long tubes (from a) to 95933-03 down tubes (from b) 
using ER308L rod. Use corner vises to hold tubes square. 


d. TIG weld components using ER308L rod: 


I. 95933-09 tab to back of down tube. 


II. 95933-06 stop over bottom keyway. 
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MOUNTING BEAM FABRICATION - 
95932/95933 
Complété 


(initial or SCA #) 


iii. 95933-07 cap. Ensure slot has sufficient clearance for basket fitting (96710-01). 
e. Record component and welding rod POs / WOs on attached material list. 


f. Tag in-progress parts for straightening. 


10. Beam Straightening - 
95932-01-XX / 95933-01-00 
Note: straightening the beams is critical for ease of installation of the cargo basket. 
a. Straighten beams at strap using hydraulic press. 


i. Set beam upside down on blocks as far apart as possible, locate ram over strap/bushing. 


ii. Use a block to distribute press loads, about 2" wide 


iii. Gradually work up to pressure required to make beam straight, usually more than 1000 


psi is required. The same pressure generally works for beams from the same batch. 


iv. Check for straight with a straight edge on bottom of tube. Ensure straight edge does 


not sit up on end cap. 


b. Straighten beams into plane using hydraulic press. 


i. Check beams for plane by setting beam on a flat surface (welding table) on blocks. Use 
two blocks under long tube as far apart as possible. Attempt to slide block under end of 
down tube. Record direction and approximate distance to make block fit. 


ii. Set beam on block under press ram, as close to corner at down tube as possible. Set the 
beam so that pushing down on the down tube will straighten the beam. 


Iii. Pressurize ram to 800 psi to hold beam. 


iv. Clamp a snipe tube to down tube. 


V. Rush down on snipe tube. Note pressure on press for applied deflection. Similar 


deflections will require similar pressure, 


vi. Check beams for plane, repeat steps ii-v if required. 


c. Break sharp edges off strap and stops using sanding dise on die-grinder. 
d. Tag in-progress parts and place on in-progress shelf in machine shop for CMC machining of 


holes. 
A 
11. CNC Machining - 
95932-01-XX / 95933-01-00 


a. Machine holes in outboard end of beams for plate attachment. 


b. Tag in-progress parts for inspection. 


12. CNC Machining-95933-11 Lever 


a. Machine 95933-11 lever. 


b. Tag in-progress parts for inspection. 


13. Final Inspection-95932-01-XX / 95933-01-00 
To be completed by a différent person than the previous steps. 


a. Inspect beams 95932-01-XX and 95933-01-00 for conformity to drawing. 


b. Tag in-progress parts ready for powder coating. 


14. Powder Coating 


a. Parts are to be powder coated in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 
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MOUNTING BEAM FABRICATION - 
95932/95933 
Complété 


(initial orSCA#) 


15. Final Assembly 
To be complétée! after powder coating. 


a. Insert 95933-12 barrel nut and 95933-13 bushing into 95933-11 lever, and install lever into 
95933-01 aft beam using AN3-13A boit, NAS1149F0363P washer (2) and MS21044N3 nut 
through tab on inboard side of down tube. 


b. Install #10-32 x 3" countersunk screw, 95933-10 stop, and 69830-23 spring into guide in lower 
keyway. Check for function. 


c. Adhéré P/N placard to top surface of beams, mid span. 


d. Green tag completed beam assemblies and place into stock. 
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Work Order: 9oIH-%H 


Date Open: H V OC-T 


Material Tracking Sheet 


Bell 429 Aft Mounting Beams 
Lc,ii 


1 0f2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


95933-01-00 
Aft Beam Assembly 


Step 1 
Fabrication 


. 1 
95933-02 
Tube 
304 Stainless, 1x2x0.125 tube 


. 1 
95931-03 
Down Tube 
304 Stainless, 1x2x0.125 tube 


. 1 
95931-09 
Tab 
304 Stainless, 1x2x0.125 tube 


Step 2 
Machining 
None 


Step 3 
Fabrication 


. 1 
95931-04 
Guide 
316 Stainless, 5/8" x 0.120 tube 


. 1 
95931-05 
Cap 
304 Stainless, 0.050" Sheet 
/ OO 3 
"7 


. 1 
95931-06 
Block 
304 Stainless, 3/16" x 3/4" bar 


. 1 
95931-07 
Cap 
304 Stainless, 0.050" Sheet 
(po# 
loo^y 


. 1 
95930-08 
Bushing 
316 Stainless, 5/8" x 0.120 tube 


. 1 
95931-10 
Stop 
6061-T6 Aluminum, 5/8" Rod 


. 1 
95931-11 
Lever 
6061-T6 Aluminum, 1.0 Sqr. Rod 


. 1 
95931-12 
Barrel Nut 
Brass-1/2" Rod 


. 1 
95931-13 
Bushiing 
Brass - 5/16" Rod 


Step 5 
Welding - guide tube 


. A/R 
— 
Welding Rod 
ER308L 
POU: 


Step 7 
Turning - guide tube 
None 


Step 9 
Welding 


. A/R 
~ 
Welding Rod 
ER308L 
PO 4P 
IHOO^ 


Step 10 
Straightening 
None 
• 


Step 11 
Machining 
None 


Work Order: 


Date Open 


Matériel Tracking Sheet 


Bell 429 Aft Mounting Beams 
iarly Fi/N 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 12 
Machining - lever 
None 


Step 13 
Inspection 
None 


Step 14 
Powder Coating 


Step 15 
Final Assembly 


Step 15.a. 
. 1 
95931-11 
Lever 
above 


. 1 
95931-12 
Barrel Nut 
above 


. 1 
95931-13 
Bushing 
above 


. 1 
AN3-13A 
Boit 


NAS1149F0363P 
Washer 


. 1 
MS21044N3 
Nut 


Step 15.b. 
. 1 
95931-10 
Stop 
above 


. 1 
69830-23 
Spring 
15mm X 70 mm Spring 


. 1 
69830-1032X3 
#10-32 X 3 Screw 
Stainless Steel, Commercial 


Step 15.C, 
. 1 
- 
P/N Placard 
TZ Tape, 1/2", black on white 


Work Order: 


Date Ooened: 
Od-i 


Matériel Tracking Sheet 


Bell 429 Forward Mounting Beams 
sJrJ 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


/ 
95932-01- 0! 
Forward Beam Assembly 
(-01 RH, -02 LH) 


Step 1 
Fabrication 


. 1 
95932-02 
Tube 
304 Stainless, 1x2x0.125 tube 


. 1 
95930-03- 
Down Tube 
304 Stainless, 1x2x0.125 tube 


. 1 
95930-04- 
Hook 
304 Stainless, 1x2x0.125 tube 


Step 2 
Machining 
None 


Step 3 
Fabrication 


. 2 
95930-05 
Pad 
304 Stainless, 1 x 0.125 bar 


. 2 
95930-06 
Stop Bracket 
304 Stainless, 0.75x0.035" Sqr. Tube 
I ' \ o\ 


. 1 
95930-07 
Cap 
304 Stainless, 0.050" Sheet 
)OP2^ 


. 1 
95930-08 
Bustiing 
316 Stainless, 5/8" X 0.120 tube Qr)L'^o-DC, AiJ 
f0112 


Step 4 
Welding - Down tube 


. A/R 
— 
Welding Rod 
ER308L 
Jt^OoS' 


Step 6 
Machining - down tube 
None 


Step 8 
Weiding 


. A/R 
— 
Welding Rod 
ER308L 
p 
j (■ iOOS' 


Step 10 
Straightening 
None 


Step 11 
Machining 
None 
'tt» 


Step 13 
Inspection 
None 


Work Order: 


Date Qpened: 
ôcl 


Matériel Tracking Sheet 


Bell 429 Forward Mounting Beams 
Uii 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 14 
Powder Coating 


Step 15 
Final Assembly 


Step 15.C. 
. 1 
— 
P/N Placard 
TZ Tape, 1/2", black on white 


V 


Aero Design Ltd. 


AMF 73-04 
9888 A Malaspina Rd. 


Powell River, BC 


Canada 


V8A GG3 


Complété Fabrication Instructions 


Thls sheet is designed to assist in the fabrication of Aero 


Design products in accordance with the company 


Manufacturing Policy Manual, the Canadien Aviation 


Régulations and other applicable technical 


documentation. 


The reference column of the following table is for reference uniess a 


spécifie instruction is called out. 
The initial columns serve one column per component fabricated on 


the applicable work order. 


Nomentclature: 
Bell 407 Low Mounted Wide Aft Hoop 
WorkOrder#: 


Number of Units: 


Bending Instructions 


Model 
Requirement 
Reference 
Initial 


Wide/Ski Review LOEP to ensure most current technical spécifications 
DPM 


Wide/Ski Cut Yi" X 0.035 material to 54 5/16", square ends. 
Drawing 94522 


Wide/Ski De-burr end cuts using appropriate methods 
N/A 


Wide/Ski Remove writing on tubes using médium scotch bright and a 


light solvent. 
N/A 


Wide/Ski On the manual tubing bender ADT-501, set the upper stop 


to 19 1/8". 
Fig. 1 
Iv/l 


Wide/Ski On the manual tubing bender ADT-501, set the lower stop 


to 105 degrees 
Fig. 2 


Wide/Ski Slide stock tube through bending die ADT-501-003 up to 


upper stop. 
Fig. 3 


Figure 1 
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Figure 3 


Caution: 


Ensure the 1/2" tubing adapter remains tight against the tool rest throughout the bending process 


Caution: 


Ensure the tube remains tight against the stop until bend is started 


Caution: 


Ensure the draw bar handie remains horizonal throughout the bending process 


Caution: 


Be sure to pull draw bar in a médium speed consistant pressure to ensure smooth radius 


Note: 


Complété each step on the first part and inspect for conformance to the applicable design data before continuing on to 


subséquent parts in the same batch 


Wide/Ski 
Pull draw bar ADT-501-002 until contact is made with the lower 


stop 
Fig. 4/5 
vA 


Wide/Ski Remove material from the bending fixure. 
N/A 


Measure and mark 33.25" from the long end of the tube. 


Wide/Ski 
With short end of tube pointing do\^, slide the long end of the 
tube into the 1" radius bender ADf-502 until the mark Unes up 


with zéro mark on the bender. 


Fig. 6 
/VN 


Wide/Ski 
Pull draw bar until the edge of the fixture reaches the 30 degree 


mark on the table. 
Fig. 7 


Wide/Ski Remove material from the bending fixure. 
N/A 
,^1'— 


Wide/Ski 
Measure and mark 30.5" from the long end of the tube. 
Fig. 8 


Wide/Ski 
With short end of tube pointing u^sli^ the long end of the tube 
into the 1" radius bender ADT-SOi until the mark Unes up with 


the zéro mark on the bender. 


Fig. 9 


Wide/Ski 
Pull draw bar until the edge of the fixture reaches the 30 degree 


mark on the table. 
Fig. 7 
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Figure 6 


Figure 7 


Figure 8 


Figure 9 
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Wide/Ski On the manual tubing bander ADT-501, set the upper stop 


to 19 9/32". 
Fig. 1 


Wide/Ski On the manual tubing bander ADT-501, set the lower stop 


to 105 degrees. 
Fig.2 


Wide/Ski Slide stock tube through bending die ADT-501-003 up to 


upper stop. 
Fig. 3 
r'^ 


Caution: 


Ensure the 1/2" tubing adapter remains tight against the tool rest throughout the bending process 


Caution: 


Ensure the tube remains tight against the stop until bend is started 


Caution: 


Ensure the draw bar handie remains horizonal throughout the bending process 


Caution: 


Be sure to pull draw bar in a médium speed consistant pressure to ensure smooth radius 


Wide/Ski 
Pull draw bar until contact is made with the lower stop 
Fig. 4/5 


Wide/Ski Remove material from the bending fixure. 
N/A 
/l/> 


Wide/Ski On the leg opposite the 30 degree joggle, place marks at 4" and 


11.5" 
Fig. 10 


Wide/Ski 
With hoop pointing.up/sli^ thç end of the tube into the 1" radius 
bender ADr-502 untlRlie 9.5" mark is in line with the pivot point 
ofthebender. 
jj 


Fig. 11 


Wide/Ski 
Pull draw bar until the edge of the fixture reachesthe 15 degree 


mark on the table. 
Fig. 12 
K- 


Wide/Ski Remove material from the bending fixure. 
N/A 
fy\ 


Wide/Ski 


With the hoop pointing dev?n, slide the end of the tube into the 1" 


radius bender 407-502 uhtil th^^2:25^ mark is in line with the 


pivot boit on the bender. 


Fig. 13 


Wide/Ski Pull draw bar until the edge of the /ixture reaches the 15 degree 


mark on the table. 
Fig. 12 


Figure 10 
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Figure 12 
Figure 13 


Milling Instructions 


Wide/Ski 
Instali Steel jaws in the manual milling machine vise. 
Fig. 14 


Wide/Ski 
Insert mounting leg of hoop in milling machine vice with the 


end of leg pointing to the right. 
Fig. 15 


Figure 14 
Figure 15 


Caution: 


Support the hoop using a backup bar in order to minimize defiection while milling. Fig. 15 


Wide/Ski 
Using 1/2" round bar, zéro in X plane by touching off on the 


end of the tube by pinching feeler guage or paper to 


indictate contact. 


Fig. 16 


Wide/Ski Rush ZERO button for X on the digital readout 
Fig. 17 
M— 


Wide/Ski 
Raise tool above the level of the material and shift left in X 


plane to -0.250 
N/A 
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Wide/Ski Rush ZERO button for X on the digital readout 
Fig. 17 


Wide/Ski Shift left to -2" on X plane and push ZERO button for X on 


digital readout 
N/A 


Wide/Ski Push ZERO button for X on the digital readout 
Fig. 17 


Wide/Ski 
Using 1/2" round bar, zéro in Y plane by touching off on the 


backside of the tube by pinching feeler guage or paper to 


indictate contact. 


N/A 


Wide/Ski Push ZERO button for Y on the digital readout 
Fig. 18 
■ r-r-— 


Wide/Ski 
Raise tool above the level of the material and shift forward 


in Y plane to -0.250 
N/A 
^ 


Wide/Ski 
Push ZERO button for Y on the digital readout 
Fig. 18 
A— 


Figure 16 
Figure 17 


Figure 18 
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Caution: 


Apply cutting oil to materlal surface at location to be milied 


Wide/Ski Using 5/8" (0.625) end mill, mil! into side of tube. 
Dwg. 94522 


Ail 
Using appropriate methods,remove the excess cutting fluid 


from the surface and inside of the tube. 
N/A 
i'VL- 


AN 
De-burr milied cuts using appropriate methods. 
N/A 


Wide/Ski Using a #30 bit, drill vent holes for spine as indicated in note 
#2 on drawing. 
Dwg. 94620 


Ail 
De-burr holes using appropriate methods 
N/A 


Welding Instructions 


AI! 
Attach two 69823-02 lugs to ADT-104-002 spacing jig using 


3/8-24 boit. 
Fig. 19 


Ail 
Install the lugs mounted in the mounting jig assembly into 


slots milied in the hoop. 
Dwg. 94522 
1 


Figure 19 


Caution: 


Ensure the lugs are centered laterally in tube before welding. 


AN 
TIG weld both mounting lugs to hoop assembly around the 


entire mating surface between the two parts. 
AWSD17.1/ 


D17.1M:2010 
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Final Completion 


Ail 
Remove the ADT-104-002 jig fixture from the hoop 


assembiy. 
N/A 


AN 
De-burr threaded holes in lug using a 3/8-24 tap. 
Standard Practice 
P 


Ali 
Inspect completed parts for quality of finish. 
Standard Practice 


Ail 
Using a flash light and a 10 power magnafying glass, inspect 


ail weldments for quality and discoloration. 


AWSD17.1/ 


D17.1M:2010 


Ail 
Record the purchase order number and sériai number (if 


required) on the Parts Distribution Sheet. 
DIR 


Ail 
Tag completed parts using an In-Process tag with the détails of the 
work performed. 
DIR 


Ail 
Place completed assemblies in stores for distribution. 
N/A 
f 


Post Fabrication Inspection 
Inspec^omponents to ensure conformity to the applicable design data. 


Signature: 


Licence Number or StA: 


Date: 
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Aero Design Ltd. 
WORK ORDER 


Date Opened; 
24 October 2014 


2014-84 


Job #: 
Type / Project: 
Batch Quantity: 


Approval: 
Drawing List: 


Drawing 


959-1 
Bell 429 (Post - S/N 57081) Cargo Basket and Mounts 
1 


SH12-58 
DCL959-15, Rev. 0, DCL959-16, DCL969-11 


Description 


95950, Rev. 0 
- 
84255, Rev. 1 
- 
84240, Rev. 0 


Cargo Basket Assembly 
Handie Assembly 
Lid Prop Installation 


Task Sheet 


Provided 
Complété 
Material List 


Provided 
Comoiete 


95951, Rev. 0 
Basket Body Fabrication 
□ 
□ 
□ 
□ 


95912, Rev. 1 
- 
84263, Rev. 0 
Basket Lid Fabrication 
Lid Handie Provisions 
□ 
□ 
□ 
□ 


95964, Rev. 0 
Forward Attachment Hoop 
□ 
□ 
n 
□ 


95916, Rev. 1 
Filler Sheet 
□ 
□ 
□ 
□ 


95917, Rev. 1 
Lid Sheet 
□ 
□ 
□ 
□ 


95965, Rev. 0 
Forward Sheet 
□ 
□ 
□ 
□ 


95926, Rev. 1 
Aft Attachment Hoop 
□ 
□ 
□ 
□ 


94520, Rev. 0 
- 
84262, Rev. 1 
Hoop 
Basket Handie Provisions 
□ 
□ 
□ 
□ 


84261, Rev. 1 
Handie Bar Assembly 
□ 
□ 
□ 
□ 


95932, Rev. 0 
Fonward Beam 
□ 
□ 
□ 
□ 


95933, Rev. 0 
Aft Beam 
□ 
□ 
□ 
□ 


95940, Rev. 0 
Lugs 
□ 
□ 
□ 
□ 


95942, Rev. 0 
Plates 
□ 
□ 
□ 
□ 


95923, Rev. 1 
Bushings 
□ 
□ 
□ 
□ 
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96910, Rev. 1 


- 
96921 Rev. 1 


96911, Rev. 1 
- 
96922 Rev. 1 


Fixed Cabin Step Assembly 
EU 
CH 
EU 
[U 
End Bracket 


Quick Release Cabin Step Assembly 
EU 
EU 
D EU 
End Bracket 


Work Order pre-completion Inspection: 


Project is on Approval Limitation Record: 
Document Control List revision level matches (or exceeds) STC: 
Drawings revision levels match Document Control List: 


Purchase order or Work order source is recorded for each part/ass'y: 
Tests and inspections specifically called out on drawings are complété: 
Release tags associated with ail fabricated parts are attached: 


List ail non-conformities raised: 


Y_ 
Y_ 
Y 


Y_ 
Y_ 
Y 


Inspecter Signature: 
Date: 
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